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ON BRI EF

Before RONALD HH SM TH, KI M.IN and PAK, Adninistrative Patent
Judges.

RONALD H SM TH, Adnini strative Patent Judge.

DECI SI ON ON APPEAL

This is an appeal fromthe final rejection of clains 1-17,
all the pending clainms in the application.

The subject matter relates to a nethod for controlling the
rolling tenperature of the steel pieces by continuously nodifying

conditions in the reheat furnace in a steel mill. Caim4 is

! Application for patent filed Septenber 28, 1993. According to
appel lants, the application is a continuation of Application 07/742,770, filed
August 9, 1991, now abandoned
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illustrative of the appealed clainms and is included in the
appendi Xx.

The reference relied on by the exam ner is:
Vesl ocki et al. (Veslocki), ?Automatic Slab Heating Control at

Inland's 80-in. Hot Strip MII1? Al SE Year Book, 1986, pp 577-
584.

Clains 1-17 stand rejected under 35 USC § 103 as
unpat ent abl e over Veslocki. W reverse. Since we are in
substantial agreenent with appellants' position as set forth in
the brief, we adopt that position as our own.

The decision of the exam ner i s reversed.

REVERSE

RONALD H SM TH
Adm ni strative Patent Judge

BOARD OF PATENT
EDWARD C. KI MLI N

Adm ni strative Patent Judge APPEALS AND
| NTERFERENCES

CHUNG K. PAK
Adm ni strative Patent Judge
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APPENDI X

4. In a steel mll conprising a reheat furnace for
heating the steel pieces and a rolling mll for reducing the
steel pieces, a nethod of controlling the rolling tenperature of
the steel pieces at a position in the rolling mll by
continuously, dynam cally nodifying conditions in the reheat
furnace conprising the steps of:

selecting froma mll practice table relating an
initial aimdischarge tenperature of the steel pieces fromthe
reheat furnace and an aimtenperature of the steel pieces in the
rolling mll for specific grades, product shapes and sizes;

using a reheat furnace nodel for calculating a
cal cul at ed di scharge tenperature fromthe reheat furnace of a
st eel piece based upon grade, size, tracking information and
measured tenperatures in the reheat furnace, wherein said
cal cul ation of a reheat furnace discharge tenperature is repeated
for each steel piece |eaving the reheat furnace;

nodi fyi ng furnace conditions to drive said
cal cul at ed di scharge tenperature to said ai mdischarge
t emper at ur e;

measuring a tenperature of the steel piece in the
rolling mll, wherein said neasuring of the steel piece
tenperature is repeated for each steel piece passing through the
rolling mll;

determning a ratio between said cal cul at ed
di scharge tenperature fromthe reheat furnace and sai d neasured
rolling mll tenperatures for steel pieces in the mll;

statistically filtering said ratios to renove
extrenme values of said ratios based upon tine in the rolling mll
to provide filtered rati os;
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generating a noving average of said filtered
ratios to provide a current filtered rel ationship between said
cal cul at ed di scharge tenperatures and said neasured rolling mll
t enper at ur es;

conparing said aimrolling mll tenperatures with
said neasured rolling mll tenperatures of pieces in the mll to
establish error val ues;

statistically filtering said error values to
remove extrene values of said error values based upon tine in the
mll to provide filtered error val ues;

generating a noving average of said filtered error
val ues;

determning a short-termbias to said aim
di scharge tenperatures as a function of said filtered error
values and said filtered rati os;

mai ntaining a historical table of short-term
bi ases;

generating |l ong-term biases specifically rel ated
to product types based upon said tables of short-term biases;

adj usting said ai mdi scharge tenperature by
summ ng sai d ai mdischarge tenperature given by the mll practice
table, said long-termbias and said short-term bias; and

controlling conditions in the reheat furnace
according to the furnace nodel and said adjusted ai mdischarge
tenperature to drive said cal cul ated di scharge tenperature to
sai d adj usted ai mdi scharge tenperature.



